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An^andment« ***** Specification 

Please replace the paragraph beginning at page 2. line 30, with the following rewritten 
paragraph: 

^ The method of the present Invention prepares a pattern bonded and creped nonwoven web 
Wherein the method Gompwro comprises 

a) providing a nonwoven fibrous web having a first side and a second side, the nonwoven 
fibrous web conriprises themnoplastic fibers; 

b) transferring and adhering the nonwoven fib«.us web to a first roll, such that the first side 
of the nonwoven fibrous web faces the first roll; 

c) bonding the nonwoven fibrous web transferred and adhered to the first roll by contacting 
the nonwoven fibrous web v.th a second roll con^prising a pattern, such that the nonwoven fi^ous 
web is passed between a nip formed between the first roll and the second roll to form a bonded 
nonwoven web; and 

d) removing the bonded nonwoven web from the first roll by creping the bonded nonwoven 
web from the first roll to produce a creped nonwoven web. 

,n a second method of the present invention, both sides of the nonwoven web can be creped. 
When both Sides of the nonwoven web are creped. the process described above further compnses 

e) transfeningandadheringthesecondsldeofthenonwovenwebtoath.rdroll bycontacfng 

the second side of the nonwoven fibrous web with the third roll; and 

0 removing the nonwoven fibrous web adhered to the third roll by creping the nonwoven 
f,brous web from me third roll with a creping blade to produce a creped thermoplastic nonwoven web 
which is creped on both the first and second sides. - - 

P,ea« r.pl«» th. paraa^P- "-^-"'"a « pag. 3, 17. with «« f<.ll«.ln« «wrltl.n 
paragraph: 

_ FIG 1 generally shows a schematic diagram of the apparatus used to practice the methods 
of the present invention. 
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FIG 2 chows F| g ?2A-2Dshow methods for applying an adhesive to the nonwoven web or 
ttie creping roll. 

FIG 3 shows a schematic diagram of the apparatus used to crepe both sides of the 
nonwoven web. - 

Pleas, replace the paragraph beginning at page 7. line 15. with the following rewritten 
paragraph: 

- As used herein, the term "conjugate fibers" [[ or ]] refers to fibers or filaments which have 
been fomied from at least two polymers extruded from separate extruders but spun together to fomi 
one fiber. Conjugate fibers are also sometimes referred to as multicomponent or bicomponent fibers 
filaments. The polymers are usually different from each other though conjugate fibers may be 
monocomponent fibers. The polymers are arranged in substantially constantly positioned distinct zones 
across the cross-section of the conjugate fibers or filaments and extend continuously along the length 
of the conjugate fibers or filaments. The configuration of such a conjugate fiber may be. for example, a 
sheath/core arrangement, wherein one polymer is surrounded by another, a side-by-side arrangement, 
a pie arrangement or an "islands-in-the-sea" an-angement. Conjugate fibers are taught in U.S. Pat. No. 
5,108.820 to Kaneko et al.. U.S. Pat. No. 5.336.552 to Strack et al.. and U.S. Pat. No. 5.382.400 to 
Pike et al.. the entire content of each is incorporated herein by reference. For two component fibers or 
filaments, the polymers may be present in ratios of 75/25. 50/50. 25A75 or any other desired ratios. - 

Please replace the paragraph beginning at page 9, line 29. with the following rewritten 
paragraph: 

- In addition, multilayer laminates of nonwoven fibrous webs can also be used in the practice of 
the present invention. Multilayer laminates are known in the art and may be formed by a number of 
different techniques, including but not limited to. using an adhesive, needle punching, ultrasonic 
bonding, thermal calendering and through-air bonding. Examples of multilayer laminates include 
laminates wherein some of the layers are spunbon'd and some of the layers are meltblown. such as 
spunbond/meltblown/spunbond (SMS) laminate as disclosed in U.S. Patent 4.041 .203 to Brock et al. 
and U.S. Patent No. 5.169.706 to Collier et al.. each hereby incorporated in their entirety. Generally, 
the SMS is prepared by depositing a spunbond layer onto a moving conveyor belt or fomiing wire, 
then a meltblown layer is deposited onto the spunbond layer and a second spunbond layer Is deposited 
onto the meltblown layer. Once all of the layers are deposited, the laminate is bonded in a manner 
PAGE 3I12'RIM)AT7I2(1I2()II44:08:19I1 [Eastern Daylight riiM^ 
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descnbed Other laminates indud. a spunbond/sp.nbond la-olrata made by s«,«r,t,a y 
aZZt.n^dUya«o«oan»vtngoon«yor.«nor^rm.g«ir.a„d.x.n.ing 

ITnate AS an a»e™.va process. ^rNnatas «n be p„.pare<, by prepanng each cf the t WS 

WMduany and cc«ec«n9 m. layer on ^. The are t^ toa..d onto 

tIelo,*e,aye.and,a,n^.t»^««etherus,n,abcn*^ 

When a laminate Is prepared by the p«>ce,s ot the present Invention, [I the J some or all of me «yers 

ru'b. unbond*. Thob*^,^ o.*e ..ye. o, the laminate In .he present invention ,s perfumed 

n lamina,. ,s adhered to the ,m ™. ar«. U-e bond pattern o, the second rol, in imparted to the 

multilayer laminate. - 

Plaas, replacethe paragraph b.,,nnln9«paB. 12. «ne 1.w»h««.6.K«,ln« rewrifn 

paragraph: 

- m order to adhere me n«^ «»«us «eb 10 to the creping r^l 12, a b^^ng agent may 
used. Theb»,dl„9agen.,,«yn«.ionmro.gh.^rnalbr.dingwhen«a^^PPt-^^^^ 
!Zv;;;7broo, w.^ 1 0 or appned onto «<e ..eplng rCl 12. Examples of bonding agents ind^e^but 
ZZZZ to, adheswaa cpab^ of homing the nonwoven f,brous.«b 10 to the crep,ng roll 12^ 
ZZ^ bonding agents v^ch can b. used in the present inven^on incude an aqueous based 
adhesive, a hotrnelt adhesive, or a solvent based adhosn-e. - 

replace M,e paragrapl. beglnnln, - P«|. «. "ne 26, w»h «,. following rewritten 
paragraph: 

. HO. met. adl^slves a« genera,, heated to a temperature a. least to .he 
ho. melt adhesive Oe^. *9 ™>tin9 PoW of hot melt adheshres is above ambient temperature 

d s ^tr. rar^ about 60^C .o abou. 200=C. Many dl«,ren. commerdally ava.abte ho. me. 
rs:t:::rc,nlusedinthepresen.,nven,ion.l.-beapparen.toth«es.^^^ 
I^t^chho,^nadheslvescanbeusedlnthec.p,ngproce«ofthepreaen,lnven«on. Ui 
art which no. men ao hydrophobic matenals. 

preferred, although not required, that the hot melt adhesive ISP tend to have 

r:r:ngecfa..eo.c.a.u.i2...^^^^^^^ 

— :rr:r^zr:z:rZar.r:Le,but^no.,,m.dto, 

nonwoven fibrous web. Examples 0 p poiyamWe. or olefin based adhesives. 



JUL 



20 2004 IGslS FR KC LEGflL DEPT 



770 587 7327 TO 9170374G4000 P. 05 



Appl. No. 10/026.179 
Amdt. dated 7/20/04 

commercial examples of hot melt adhesives usable in the present include, but are not limited to. 
RT2115 RT2130 RT 2315. RT2330 and RT 2730 available from Huntsman Polymer Corporation of 
Odessa' Texas- H2525A. and H2096 available from Bostick-Findley Corp of Wauwatosa, WaeWnftae 
Wisconsin: NS5610 and NS34-2950 available from National Starch and Chemical Company of 
Bridgewater. New Jersey; and Shell 8911 available from Shell Chemical. Houston Texas. - 

Please replace the paragraph beginning at page 13. line 12. with the following rewritten 

paragraph! 

- AS an altematlv., an internal bonding agent, also cailed an "adhMlv. additlva-, can be adcled 
,o pc^ymar, u«d to praduca the (Ibars of »» nonwovan ftrous v«b. Tha adhasiva additive can ba 
any additive v*ich wlil inoaasa the adhesion of th, ncnwoven flbrous web to the «ap,n8 rali. 
Examples of adhesive additives Include, but are not iin«ad to. tackifs^ng resins, P«ssure sans-tive 
adheslves ««l tha like. Any taddf^na resin or pressure sensitive adhesK« can b, usee. Ti« onV 
™ui™ments lor the adhesive additlva Is that tha adheslva additlva is compatible wth the thermoplasbc 
poLer and the adhesive additive can v»lhstand the high processing (e.g.. extrfsion) temperatures^ 
The tenn -compatibte- » understood by those skl»ad In the art as to mean that Ihe components of the 
mixture do not phase separate to any great degree once mixed. Further, the adhesive addi ve also 
2s to be co,«pa«b^ ^ other add«.as. such as processing aids, nilers and the like, wh,* may be 
present in *e themtopiasOc pt^ymaric composfcn used to prepare the nbers o, me nonwoven flbrous 
«,b As an alternative, however, the adhesive additive may be seml-compatlble at the use 
temperature. Whan seml-compatlble. Ihe adhesive additive may be ferae jorc^ to the pdymer surface 
it may b. most effective. Ways to force the additive to the surface include heaBng the formed 
This hea«n, ma, be supplied by any n^ans known to .ho» skilled in «te art, induing haatmg 
the creping roll and using an external heat source. - 

Pleas, replace the paragraph beginning « page 14. line 22, with th. following rewrlHan 

paragraph: 

- in addition, the adhesive additlv. may be polymers which are inherently tacky, such as polybutene. 
po.ybuty«na and the like. Again, it is important to note that the adhesive addiUve should be 
coIpaL, ..'at k^as. seml-»mpa«ble with me .^nnoplastlc pdymer used to prepare the nbe and/or 
^ts Of me no^voven fftrous web. Con^erda, exam^s o, adhesive add,t„es ,ndude. but are 

praffl'MHimmPIIIEBlmDaifglN'SVW 
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not limited to Shell 8911. SHell DP 8611 and Shell SP 8510, feethyMi are available from Shell 
Chemical, Houston, Texas. - 

Please replace the paragraph beginning at page 17. line 9. with the following rewritten 
paragraph: 

In a similar manner to the method of applying the hot melt adhesive to the nonwoven web 
using an offset roll, FIG 2D demonstrates the application of the external adhesive to the crep.ng roll 
using an offset roller. A rotogravure applicator roller 212 is in communication with the reservoir 218 
containing the adhesive 220 and carries the adhesive 220 upward onto the surface of the roller 212 as 
« rotates. The rotogravure «,ller 212 contacts [[ and D offset roll 213 and transfers ^ -^^---^ ^ 
offset roll 213 The offset roll 213 then contacts the creping roll 12, transferring the adhesive to the 
creping roll. A doctor blade 206 is pn>vided to wipe or scrape off excess adhesive and to ensure that 
the adhesive 220 is unifomily covered on the rotogravure roller 21 2. which In turn ensures a uniformly 
covering of the adhesive of the offset roll 21 3 and the creping roll 12. - 

Please replace the paragraph beginning at page 17. line 30. with the following rewritten 
paragraph: 

- in the creping process of the present Invention, the nonwoven fibrous web is at least partially 
coated on one side with an adhesive, so that about 5-100%. preferably about 10-70o/o. and more 
preferably about 25-500/o of the total surface area on one side Ideated of the nonwoven web is 
coated. Hence, about 0-95%. preferably about 30-90% and more preferably about 75-50% of the area 
of the nonwoven web is uncoated. In the alternative, about 5-100%. preferably about 10-70 /». and 
more preferably about 25-50% of the total surface of the creping roll is coated. This translates to 
about about 0.95%. preferably about 30-90% and more preferably about 75-50% of the area o the 
creping roll Is uncoated. The thickness of the adhesive on the nonwoven web or creping ro detem„nes 
the amount of adhesive which will be present on the nonwoven web. The weight amount of the 
adhesive on the nonwoven is called the -add-on". Desirably, the amount of the add..n adhesive 
Should be in the range of about.0.1% to about 10% by weight, based on the weight ^^^^J—^ 
web. Preferably, the amount of the adhesive add-on should be in the range of about 1 % to about 3.5 
% by weight, based on the weight of the nonwoven web. - 
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Please «pl«. «» P«fl«Pf '»«i""'>'<' 

paragraph: 

- Th. bonding ro» can have any ^p^^^ aKilted In *e art The a«u=l 
bond pa«em is no. ortlcal to me present invention. Examples o. bond pattern, .nctude, but are no . 
::dT;in.bondedorpoin,unb^«.(P.B,b.dpat.,ns.Oe„er.,V.^^^^^^^^ 
a.en,perat.resu«iden,^ high enough to,,«n.he.b,rs of tt«nonwoven«b,»s^bJh^^^^^ 

temperature tl in 11 to «hlch the bonding roll is heat«i depa^is on the polyn«rs used to make the 
Zttn b Jvib. Por most them»p^ ^ ro., is heated . the range ^ 

Zt 200-F to about 500.P. In add«ion, the boiling mil 16 also exerts p«ssur, on the nonwoven 
r*rous web. Pressure up to about 3000 pounds per linear Inch. „ more may be used. Typ«a»y 
pt^ures are in the about 500 ,.1 .0 about 2000 ^1 range. Otl-r methods of bo,...g such as 
ultrasonic bonding can be used in the present invention. - 

1. K^Kinninn ai Dsae IS Bhe 19, with «ia fbllowlnB rewfWen 
Please replace the paragraph beginning at page le, nno ■ , 

paragraph: 

_Th. craped no,™«ven«eb18is men advance by pull rolls 24 intoawinder (not sho»n,to 
»«„0m.awour^rollo..hecrepednonwovenweb22. Once rolled, the creped n™ »»b^n 
tr^d ,0 another ioceSon end further p^cessad to fom, final pn,ducts contan^g m c^p^ 
nol^n web In the a«en,a«ve. anhough ™>t shown in FIG 1. the craped ,»nwov«, v«b 18 couMbe 

Zssing incudes, but is no. limited to creping the se<x«,d s^ 21 a, the nonwoven we. » fOrm . 
nonwoven web which is craped on both Sides. - 

Pleas, replace «« p.r.gr.1*. "-^nning « page 1.. «.» «. wim «-« 

paragraph: 

_ ^ me process of me presen. inven«on, i. Is p^ferred mat th. bonding roll has a regular P^r.^ 
pond pattern. ^Ing me p.nt bond pe»,m .su,. m a crepad nonwoven 
m. ulnded areas, a, des..^ above. The result^ -Pad nonwoven 
coping pane, and ^r bu. and higher perm«^^^^^^ 

nonwoven web which is bonded and craped in a tare step ptocess, i.e. a prooe 
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bonding rolls is used to bond Ihe nonwoven librou. w,b and , separate ceplng roll is used to crepe 
rZl l. The «epea nonwoven we. prepared ^ .e.od oHhe present ^ « a 
toop«l material having a falrty low bulk density and **y Sffi la^a void volunnes. - 

P,.,ser«.1a=.«,e paragraph beginning at pa9e20. line.. Wiethe fouowinsrewnwn 

paragraph: 

..The process described abc^e only c«pes on. side ■>'*=.'«^«'''^ '"''^T^' 
When both sldL o, the nonwoven nbrous web are creped, the process o. «,e flrs. n»thod ii^er 

includes 

e, «ns,emng and adhertng the side o, the nonwoven web to a mi-d roll by «>ntac«ng 

the second side of the nonwoven fibrous web with the third roll; and 

T^ovlng the n_ web adhered to «,ird n.1 by ce^ng the nonwov«. *b™» we^ 
.ron, thrill w Japping b.de to produce a ^ped thenr^plast^ nonwoven web which ,s c^ped 
on both the first and second sides. - 

Plea., replae. «» ParaS"*" "egiru-ln, a. page 21, line 20, with illowing «wrt«.n 

paragraph: 

-Thetwice creped nonwoven web 36 isthenadva^ead^,^ by pu»ro,fe241n,oew^der 
,„o.shoI)rLflawound.o.lotmecrepednor»ovenweb42. Once .«ed. the c^d 

Ti^Tc^:^ transferred to another location and further processed to fom. final products 

v«b. in a.ema.ive. although no. shown in the figure, the t^ce 
rrJ::^r»oo.»befur.herp™cessed,n.,ne.ofonna«nalproduc.f™n.the^^ 

creped nonwoven web. - 



Please replace the 
paragraph: 



paragraph beginning at page 23. line 6. with the following rewritten 



- Example 2 

U^ng the pmcess shown in Figure 1, a spunbo^ ha«ng a basis weight of about 0,4 osy and 
about « *.r.iber ^duced fron, e nt^ure of gs parts by we^ht poiypropytene 315=) and 
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1 ^ ^ Th. ro. was .^.^ .0 a ,u^c ^"^'^'-f ^^^^^ 

roll. The nonwoven ^^^^^ ^^^^ ^ ^^^^ „ 

in a craped nonwoven web ajhisn naa a unirarm v^v^ 

K K-^inn-ma at DaoB 23, line 25. with the following rewritten 
Please replace the paragraph beginning at page ime 

paragraph: 

— Example 3 

M 2 excep. a v^r. »«av, p.«.m bond roll having 302 pin per 

had a uniform creped structure in the pattern of the bond roll. - 

K K-«i«.»i«a at oaoe 23 line 31, with the following rewritten 
Please replace the paragraph beginning at page im 

paragraph: 
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«,„L««hme«plna-o.l. V. '««-''^,r^":rH&P bond 
^1 ha^n, 200 pins per m* and a 26 A bond a«a. T^e P ^^^^^ ^ ^ 

flb™. wab. me,^ bonding the ^ of .he ^ n ^ ^ 

nonwoven *rou. web to tt« ».pl.^ -o" ^ P*- :';;^;;j7„ L ^ «p^ 

.^,PP^.b.u.1.poun.P««n.^^^^^^^ 

r^r^TTTbr— --o^..epa^o,.bond..^ 

* ™ OA «ne 16 With the following rewritten 
Please replace the paragraph beginnmg at page 24. 1.ne 16. with 

paragraph: 

- gxample 5 

had a unfform creped structure in the pattern of the bond roll. - 

Please replace the Abstract with the following rewritten Abstract: 

-M . , nn« or two steo method for bonding and creping gLdfiUMs 
a nonwoven web. In the method ot p ^ 
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